Work Order ID 80261 — | 


February-15-12 3:34:46 PM 


Item ID: 
Revision ID: 


D3560-043 


apt © 


Accept 


*R02R1* 


*NANNNANANN* чь sos 


Pags | 


*NS4* 


Item Name: Авт Weldment Stop *NQqQO* 
"t a 
Start Date: 15/02/2012 Start Qty: 10.00 * 48 2 Cust Item ID: 
‘Required Date: 29/02/2012 Req'd Qty: 10.00 *18* ~ Customer: 
Reference: 
Run Start 
Approvals: Process Plan: MU. D Date: КАА \ 2 Tooling: Date: *N E 1 » 
4 Stop 
QC: Date: SPC (Y/N): Date: * N R 2* 
Sequence ID/ ; Operation Set Up/ Toci! — Tool# Fin Accept Reject Reject insp. 
Work Cent». у Е Description Run Hours Собе Qty Qt Number Stamp 
Draw N... Revision Nbr 
D3560 RevD 
100 | 0.00 = 
*4 nn* BAND SAW 2 
Bandsaw 0.00 . РР 2 / А ж 
1 Momy | 27 A lu b zh % " 
Jeaspa Bandsaw Cut blanks. 15.500" long E 
110 0.00 
*4 4 n* HAAS CNC VERTICAL MACHINING £1 > ; я / 2 
=) < у ДР br 2 > c 
HAAS | Memo 0.00 K 2/6: 2 2 7 ж 


HAAS СМС vertical machine #1 1- Mill as per Folio FA695 Rev: AA & Dwg D3560 Rev 
2-C'sink 0.196" hole on manual mill as per dwg D3560 


3-Deburr per dwg D3560 


5. 


AD 12-3-,57 


A 12 Л of 3 


€, 
0.00 7 


120 
*120* 
i 


Quality Control 


QC2- Inspect parts off machine FAUFAIB 0.00 


Memo 


4 “ 


'" Work Order ID 80261 * * 
February-15-12 3:34:46 PM 3026 1 


Item 1D: D3560-043 Accept *NIO000401 по“ Setup Start *NS 1 * 


Revision ID: 


Page 2 


Item Name: Arm Weldment Ж Stop *N Qo* 
Start Date: 15/02/2012 Start Qty: 10.00 *Aff* | Cust Item ID: 
Required Date: 29/02/2012 Req'd Qty: 10.00 * 40* | 7 НИ 
Reference: 
Run Start x ж 
Approvals: Process Plan: Date: Tooling: Date: Е М R 1 
op 

QC: Date: SPC (Y/N): Date: * М R 2* 
Sequence ID/ - Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject ‘Insp 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
130 ОСВ- Inspect parts - second check 0.00 


*420* 
QC 


Quality Control 


Memo 0.00 N a los) Те 1 d М 


140 0.00 
Large Fab 

» АПР 

Large Fab Memo қ 0.00 


Large Fab I-Weld assembly as per dwg D3560 / 
STEP: 5 12-0 ој 


1- clean material (buff bracket and bottom of arm with blue pad ) 

2- set up bracket and arm on jig 

3- preheat bracket and arm with torch 

4- clean before welding with brush 

5- set up machine to 135 amps 

6- weld across bottom and top ends 

7- reheat with torch ( 65 deg C ) 

8- on one side weld from bottom to top half way 

9- same for other side (half way) 

10- from half way point weld the rest of the first side (case off pedal near 


end) 4 у l l- same for remaining side (ease off pedal 
near end) "i фу te 
` IAIO 


Work Order ID 80261 
February-15-12 3:34:46 PM 


Item ID: D3560-043 


*R02R1* 


Revision ID: 
Item Name: 


Start Date: 


15/02/2012 
Required Date; 29/02/2012 


Arm Weldment 


Start Qty: 10.00 
Req'd Qty: 10.00 


Reference: 

Approvals: Process Plan: Date: 
QC: Date: 

Se. ence ID/ Operation 


Wok Center ID 
150 


*4 Кох 
Qc 


Quality Control 


160 
"ТАП? 
ос 


Quality Control 


170 
*470* 
HandFinish 


Hand Finishing 


Description 


ОС5- Inspect part completeness to step on W/O 


Memo 


QC9- Inspect visual per QSIO04- Fusion Welds 


Memo 


Chemical Conversion Coat per 051005 4. | 


Memo 


*4 ns 
*4 ()* 


Run Hours 
0.00 


0.00 


0.00 


0.00 


0.00 


0.00 


= *м900040100%* 
Cust Item ID: 
Customer: 
Tooling: Date: 
SPC (Y/N): Date: 
Set Up’ 1001 ID To Plan 


Accept 
Code Qty 


x 


Setup Start 


Stop 
Run Start 
Stop 

Reject 


Qty 


Page 3 


*NS1* 
*NS9* 


*NR1* 
*МЕ2* 


Reject Insp. 2 
Number Stamp 


0 / 


200-0! 


] Work Order ID 80261 “ande 4 * 


Page 4 
February-15-12 3:34:46 РМ 4 
Item ID: D3560-043 Accept * к Weg ; f 
p Start * * 
Revision ID: Nanana4n1 по N&1 
Item Name: Arm Weldment Stop ж N Q 2 ж 
Start Date: 15/02/2012 Start Qty: 10.00 “(1% Cust Item ID: 
Required Date: 29/02/201 2 Req'd Qty: 10.00 *4 0* Customer: 
Reference: 
à | Run Start 4 ж 
Approvals: Process Plan: Date: Tooling: = Date: N R 1 
Sto 
QC: Date: SPC (Y/N): Date: , *N R2* 
Sequence ID/ Operation | Set Up/ o Tool ID Tool# Plan Accept Reject Reject | Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
180 QC3- Inspect Part Finish 0.00 
AAN“ 5 Ж PA 
Qc Memo 0.00 | к= Zu | 
ох" О 
Quality Control 2 27 / 
190 0.00 
* 1 Q n* Small Fab < 
Small Fab А 0.00 DI" 8 
Small Fab I-Press bushing іп D3560 arm per dwg D3562 
200 0С5- Inspect part completeness to step on W/O 0.00 


*onn* smb [| = 
ос Мето соју #03 | | kh E ser | ғә 


Quality Control 


Work Order ID 80261 * * 
February-15-12 3:34:46 РМ a Г) 2? 6 1 


сенаты шы *NONNNANI1NN* sew san *NS4* 


Page 5 


Item Name: Arm Weldment Stop *N Qo* 
“ 
Start Date: 15/02/2012 Start Qty: 10.00 *4 (y* Cust Item ID: 
Required Date: 29/02/2012 Req'd Qty: 10.00 “A N* Customer: 
Reference: 
Run Start 
Approvals: Process Plan: Date: Tooling: Date: “м R 1 * 
St 

QC: Date: SPC (Y/N): Date: T * N HR ga 
Sequence 119 Operation Sei Up/ Tool ID — Tool£ Plan Accept. Reject Reject Insp. 00 
Work C. таг t9 Description Run Hours Code Qty Qty Number Stamp 
210 Identify as per dwg & Stock Location: _ wy 0.00 
2910 5 a Ae. 
Packaging Memo 0.00 p of. cz 
Packaging *** STOCK IN STEP CELL*** | 4 
220 QC21- Final Inspection - Work Order Release 0.00 
MAN A/3/1> 
ос Memo 0.00 j 
Quality Control 

pe 
оё 
«€ | 


LI 


Picklist Print 
February-15-12 3:34:49 PM 
Work Order ID: 80261 
D3560-043 


Parent Item Name: 


Parent Item: 


Arm Weldment 


IPP Rev: A 
IPP Rev B 


Comments: New Issue 07.05.24 EC 


ECN 987 07.10.09 EC 


IPP Rev:C ECNI048 07-12-18 DD verified by: EC 
Component Item ID/ Replacement Mfg/ Bin Primary Last 
Item Name Item ID Purch Item Location 
D2808 Manufactured No 
* * 
D2808 
Bushing 
Location 
GA 
32896 
76188 
78950 
79688 
M6061T6B0.500X05.00 Purchased No 
0 
* * 
Ma061TGRO АООХО 000 
6061-T6 Bar .500 x 5.00 
Location 
МАТОО! 
112154 
117933 
119346 
МАТ004 
445120243 
120421 


*R0261* 
*ND3560-043* 


Location 


Route 


Seq ID 


100 


140 


Unit of 
Measure 


Each 


Loc Ot 


21.834 
6.935 
2.123 

12.776 

29,3934 
24 
5.3934 


MAD 80% X 


Ж 
Start Date: 15/02/2012 Required Date: 29/02/2012 
Start Qty: 10.00 Required Qty: 10:90 
Qtyon Qty per Kit Total Qty Date Status 
Hand Qty Issued Issued 
70.0000 | н 8. Г 
Kk 
Loc Code 
Е 920; 8 
51.2274 1295 13.63 158 
kk 
Loc Code 


I, 


z 


Л, 


Picklist Print 

February-15-12 3:34:49 PM 
Work Order ID: 80261 
Parent Item: D3560-043 


Parent Item Name: Arm Weldment 


D3592-1 


*[)3502-1* 


Plate 


February-15-12 3:34:49 PM 


*а0261* 
*D3560-n43* 


Manufactured No 


190 


Location Loc 
WA iid 
78934 
Watya B 20379 
47015 
78934 
Shop Packet Print 


Each 


Loc Code 


Page? 


Start Date: 15/02/2012 
Start Oty: 10.00 


Required Date: 29/02/2012 
Required Qty: 10.00 
27.0000 1 10 

kk 


Б ik 03 y 


Page 2 


DART AEROSPACE LTD . Work Order: 


N 


Description: Arm __ Part Number: 


Inspection Dwg: D3560 Rev: D Page 1 of 1 


FIRST ARTICLE INSPECTION CHECKLIST 


[ x | First Article ш Ргоїоїуре 


Drawing Actual | 
Tolerance 
Dimension Dimension 
20.507 +0.000/-0.001 > 
20.196 +0.005/-0.001 А 2 


20.900 +0.010/-0.001 


Method of 


Accept | Reject Inspection 


= 
X 


8 
RED 
5 М 


| 
y 
! 


0.250 Deep */-0.010 Den 


Ba 


(215511 


Measured by: ~ 
Date: РУТЕ 
> 


Date 


Audited by: 


2 


< 


Dimensions updated рег Ома Rev В 
2.000 dimension removed 


ojo 
Si 
oo 
о | 
ala 
өлі 


С | 08.09.09 


HAFORMSIQuality Assurance\approved QA\FAI revD 


D3560.1 ARM ~~ 


D3592-1 PLATE * 


DETAIL A 
SCALE 1:2 


TAL: МА 
FINISH. CHEMICAL CONVERSION COAT PER DART QSI 005 4 1 
TOLERANCES: PER DART 051 018 UNLESS OTHERWISE NOTED 
UNITS: INCHES UNLESS OTHERWISE NOTED 

SHARP EDGES: 0.005 TO 0.015 MAX 


WEIGHT: 1.23 ibs (ТҮ! 
WELDING: PER T 051 004 


D2808 SPACER. 


— PRESS FIT AFTER 


ALODINE 


D2808 SPACER. 
PRESS FIT AFTER 
ALODINE 


02808 SPACER, 
PRESS FIT AFTER — 
ALODINE 


E" D3560-042 ARM WELDMENT 
дог. (o \ H cv D3592-1 PLATE 


12/07] llo HIER 


ALODINE — 


DETAIL B 
SCALE 1:2 


DATE 07.11.16 ee 


— R0.30 (TYP ALL OUTSIDE CORNERS EXCEPT WHERE INDICATED) 


„— 8049 


RO75 
30.000 
C'BORE 20.507") 001 


765 
PROFILE 19 МАТСН 
03592-1 PLATE, 


MACHINE AT 24°, 
SEE VIEW C-C 


7 0.250 DEEP FROM 
THIS SIDE 


D3560-1 ARM WELD! 


$1,000 THRU . 


(TYP 7 PLACES) 


N 
MATERIAL 6051-T6 (OR 6061-T651/T5510/T6511/T82 ade THICK 
PER AM 225/8 (OR AMS 4117/41 415/4116) OR 
PER AMS 00-A 20018 OR AMS 4160) 
(REF. DART SPEC. 1T680.500) 
2) FINISH: NONE 
3) TOLERANCES: PER DART QS1.018 мева OTHERWISE NOTED 
4) UNITS: INCHES UNLESS OTHERWISE NOTED 
5) BREAK SHARP EDGES: 0.005 TO 0.015 MAX 
8) IDENTIFICATION: N/A 
7, WEIGHT. 1.05 lbs 


КО.13 (ТҮР) 0.188 J 0.500 ~ 


(POCKETING RAD) 
R0.032 
AT BASE OF C'BORE 


0.198 (DRILL #9 REF) 
C'SINK Q0.385x100* 


8 7 5 $ 4 


RO 30 (TYP ALL OUTSIDE CORNERS EXCEPT WHERE INDICATEO) 


RO.49 "x 2 — 
0 188 „ 
AU 
RO 75 AY 0.250 
IX 
CBORE 00.5070 000 \ ÓN 0275 
0.250 DEEP FROM ~Ha С.М “---- R0.35 (ТҮР) 
THIS SIDE > == = 5631 
воз — 
© 2000 4.479 
: 1000 
i (+) d 
> 
“о – косо 4 б 
| 0850 2 => 
í sx 2463 | 
' 
Ж. =< erde- + ' 
" - 0.210 ! 
| | — == 01000 „ 
28 5 8 8 B 38 & 8 88 Бе 8 е 
ы = e = o © nu e © po: ч ” 6 8 
05004 0188 
| | _ RO.13 (TYP) 
(POCKETING RAD) 
R0.032 8400 
AT BASE OF C'BORE 


21.000 THRU 
(TYP 7 PLACES) 
(0.196 (DRILL #9 REF) _ 
C'SINK @0.385x100° 
ко з0 
R0.30 - 
в 7 6 5 4 


3 2 1 
he 
А ELE: | | 
PROFILE TO MATCH 975) ^y. 
. D3592-! PLATE, 
MACHINE AT 2 4*, 
SEE VIEW D-D 
D3560-2 AR! 
РЕЈА 6081-16 (OR 6061-T651/T6510/T65* 1/162) BAR, 0.500 THOK 
PER AMS-QO-A-225/8 (oR AMS 41 174128411541 16) OF 
PER AMS-QQ-A-200/8 (OR AMS 4160) 
(REF. DART SPEC. 1T6B0.500) 


2) FINISH. NONE 
3) TOLERANCES: PER DART 051018 UNLESS OTHERWISE NOTED 
2) UNITS: INCHES UNLESS OTHERWISE NOTED 


5| BREAK SHARP EDGES: 0.005 TO 0.015 MAX “ 
6) IDENTIFICATION: МА 
7) WEIGHT: 1.05 lbs 
ж ^ 7 
~ 
NS. У 
~ 
B 
24* 0.375 
VIEW 
SCALE 1: 1 
[pesen || 47 | DART AEROSPACE LTD ^ 
[ШЕР —] HAWKESBURY, ONTARIO. CANADA 
zx u^ um 
Mb mr == 
APPROVED | ANH THLE “SCALE 
‘DE APPR | -Ң- | ARM WELDMENT 12) 
COPYRIGHT 


3 2 ' 


us 


R0.30 (TYP ALL OUTSIDE CORNERS EXCEPT WHERE INDICATED) 
ge RO.49 


0 188 (TYP P 

4 f > ЕЗ *0.000 

Жы x SS C'BORE 20507 5001 

0.250 0.250 DEEP FROM 
D PROFILE TO MATCH 0275 (TYP) Op. THISSIDE 
D3592-1 PLATE 
MACHINE AT 2 4°, D3560-3 ARM 
EE VIEW E-E 


R0.35 (ТҮР) - 7,,.R0.375 
ROAD Қ әнді: 5091-76 OR 6061-T851/T6510/T8511/162) BAR. 0-500 THICK 
PER AMS-QQ-A-225/8 OR AMS 4117/4128/4115/4116) OR 
OA 'OR AMS 4180) 
(REF DART SPEC. Ж бя Ans 


% 2 mem ENOTE Gd 
~ 9 R DART 051018 UNLESS OTHERWISE NOFED 
3685 * 3 3} UNITS INCI INCHES UNLESS OTHERWISE NOTED 
5) BREAK SHARP EDGES: 0.005 TO 0.015 MAX 


6) IDENTIFICATION: N/A 
7) WEIGHT. 1.05 lbs 


R0,13 (TYP) 
(POCKETING RAD) 


R0.032 
AT BASE OF C'BORE 0.375 


CONSTANT TAPER 
FROM 1.702 TO 1.750 


VIEW E-E 
SCALE 1:1 


0.900 THRU 
(1 PLACE) 


1,000 THRU 
(TYP 4 PLACES) 


20.196 (DRI-L #9 REF) 
C'SINK @0.385x 100" 


APPROVED 2 
ОЕАРРА | -#— | 
WE Oe 


= u po en res 


У *0.000 
C'BORE 2050701 


0.250 DEEP FROM 
THIS SIDE 


0.188 


80.032 _ 
АТ ВАЗЕ ОЕ С'ВОВЕ 


КО 30 (ТУР ALL OUTSIDE CORNERS EXCEPT WHERE INDICATED) 
0 188 (TYP 
ee 
P 


0.250 
0275 (TYP) 


" = sin (ТҮР) 


RO.13 (ТҮР) 
(POCKETING RAD) 


1750 CONSTANT TAPER 
FROM 1.702 TO 1.750 


. 0.900 THRU 
(1 PLACE) _ 01.000 THRU 
(TYP 4 PLACES) 


00.196 (DRILL 43 REF) 
C'SINK 20 385x100* 


PROFILE TO MATCH 
D3592-1 PLATE, 
MACHINE AT 2.49, 
SEE VIEW F-F 


D3560-4 ARM 


e 
1) RIAL: 6061-Т6 (OR 6061-7651/76510/76511/762) EAR, 0.500 "НЕК 
PER МОА 225/8 ОК AMS 4117/4128/4115/4116) OR- 

PER AMS-QQ-A-200/8 (OR AMS 4160) 

(REF. DART SPEC. 1T6B0.500) 

2) FINISH: NONE 

3) TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED: 

4) UNITS: INCHES UNLESS OTHERWISE NOTEO 

5) BREAK SHARP EDGES: 0.005 TO 0.015 MAX 

8) IDENTIFICATION: N/A 

7) WEIGHT: 1.05 Ibs 


NS 


~ 


+] ж” d 
Tr 


VIEW F-F 
SCALE 1:1 


DART AEROSPACE LTD 


HAWKESBURY, ONTARIO. CANADA 


TITLE 


ARM WELDMENT 


